

REMARKS 


In view of the telephone interview held with the Examiner , 
applicant is submitting a preliminary amendment as requested by the 
Examiner . 

Thus, the present amendment includes the amendment to the 
specification as written in the amendment filed December 31, 2002, 
and the claims as presented in the amendment filed August 21, 2002, 
with modifications thereto. 

It is requested, thereby, that the amendment filed December 
31, 2 0 02 be disregarded. 

Since the present Preliminary Amendment is as requested by the 
Examiner, favorable Action is respectfully solicited. 


Respectfully submitted, 



Max Fbgiel J ( 
61 Ethel Road West 
Piscataway, New Jersey 08854 
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-StfoW THE CtfM^GS H^C. -*--r 

■ y^d^, 

ZTTe. A method of manufactu r ing(fiston\^nd component^ ^ 

Cpistonjfor internal-combustion engines comprising the steps of: 


(A) manufacturing initially a blank to constitute a piston^or 

r n 

■\pistbn componentj by preliminarily forging along a^prescribed 
axis, an<i shaping specific contours on the forged blank to form a 
preliminarily-shaped piston; fandj (B) at least one subsequent 
manufacturing step of forging the preliminarily-shaped piston 
along at least one qther^xis for creating additional contours, 
said piston jor piston component being formed by two separate 
forging steps, each of said steps having a different contour 
along a different axis^j 


18. A method as defined in Claim 16, wherein said blank is 
a rod-like blank; upsetting -tfee blank to form a skirt Jffhdb a 
cavity. As~aTOi contouxs^being shapedKonto said skirt along a 
longitudinal axis of said skirt in vicinities of inner and outer 
circumferences and of upper and lower faces of said skirt. 

it 

19. A method as defined in Claim wherein said 
additional contours are shaped onto the preliminarily- shaped 
piston along said other^axis by forging, at approximately 90°. to 
said first prescribed axisL said first prescribed axis being a 
longitudinal axis. 


20. A method as defined in Claim 16, wherein the initial 
manufacturing step (A) along the first prescribed axis and the 
subsequent manufacturing step (B) along the ^ec^^^therj^ axis are 
carried out in the same forging tool into which saicr ^^3^ Ln be 
heated before insertion. 
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*■ A in. Claim 16, including the step of 

onto the preli*in«"J >U^ P" M[ " sa "^ * far V /-"-f— 

subsequent manufacturing step (B) • 


24 A method as defined in Claim. 16, including an 
actional manufacturing, step for reforming said piston£ithin 

another plan£Q 

25 A method as defined in Claim 16, including: the steps of 
rem oving e*c es5 material and producing recesses by punching 
during at least one of the manufacturing steps (A * B) xn 
manufacturing said piston ^a^. 

26 . A method of manuf actfen^ton^d components^*} 
gistonsVfor internal-combustion engines comprising the steps of: 

(A ) manufacturing initially a blank to constituj^a piston ferj 
piston component by' preliminarily forging along ascribed 
axis, and shaping specif ic contours on the forged blank to form a 
preliminarily-shaped piston; fend] (B ) at least one subsequent 
manufacturing step of forging^he preliminarily-shaped piston 
alohg at least- one othe-r^Tfor creating additional contours, 
said piston £r piston component being formed by two separate 
forging steps, each of_said steps having a different contour 
along a different axisflatf manufacturing step (A) comprises 
preliminarily shaping said blank along a longitudinal axis of 

: said blank, said blank being V^JSL^V 5 ^' ^ 
blank to form a skirt^a cavity A faMco^toTrs bemg- shaped 
onto said skirt along a longitudinal axis of said skirt in 


CP 
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vicinities of inner and outer, circumferences ana of upper and 
' lower fac P s of said skirt, said additional contours^na shaped 
onto the preliminarily-shaped piston along said otlSr^SS by 
forging^ approximately 90° to said first prescribed axi^ said 
first prescribed axis being a longitudinal axis, said iniUal . 
manufacturing step- (A) along the first prescrib^dwis^d the 
• subsequent manufacturing step (B) along the (g^^otherj axis 
being carried out in the same forging tool into which said blank 
can- be heated before, insertion, said preliminarily, shaped piston 
having a reducible wall thickness and reinforcements during the 
subsequent manufacturing step (B) ; shaping an integrated skirt in 
one of the two manufacturing steps ontothe preliminarily shaped 
piston, said skirt being ^coimodate^^thtif a circumference of 
said skirt^ during the subsequent manufacturing step (B) , sai^i^ 
blank being of steel; an additional manufacturing step o^|orming^ 
said piston ^within another plane^ removing excess material and 
producing recesses by punching during at least one of the 
manufacturing" steps (A) and (B) in manufacturing said piston 
(heac^. — 

V 
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